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Description 

[0001] The invention relates to nonwoven tapes. More specifically, the invention relates to rolls of linerless nonwo- 
ven surgical tape. 

5 [0002] The random orientation of fibers in unoriented nonwoven fabrics provides such fabrics with a variety of use- 
ful properties and characteristics. One of these characteristics is the ability of such fabrics to resist continued linear 
tearing in the cross direction after introduction of an initial tear in the fabric. While this resistance-to-spiit characteristic 
of nonwoven fabrics is a beneficial attribute for various applications, it presents certain difficulties when nonwoven fab- 
rics are used as the backing of adhesive tapes such as surgical tapes which are dispensed from a roll. 

to [0003] If the nonwoven backing is of sufficiently low strength, the tape can be torn by hand without much difficulty. 
United States Patent No. 3,121,021 describes such low-strength nonwoven adhesive medical tapes. The tapes dis- 
closed therein possess a tensile strength of about 1071 grams/cm (six pounds per inch width). Although they can be 
torn by hand, these tapes tend to tear unevenly. 

[0004] Tapes made with high-strength nonwoven backings, such as SONTARA™ fabrics are widely believed to be 
75 too tear resistant to be torn by hand and must be cut to size by scissors or other cutting tools. Nonwoven surgical tapes 
of this type are available in continuous roll form with a release liner laminated to the adhesive side of the tape. The liner 
serves to enhance the mechanical integrity of the web during the unwinding process and to facilitate cutting with scis- 
sors. The desired length of surgical tape is dispensed from the roll by unwinding the desired length and cutting through 
both the surgical tape and the liner with a pair of scissors. The liner is then peeled from the surgical tape to expose the 
20 adhesive and the tape applied to the patient. This method of dispensing is significantly more cumbersome than dis- 
pensing by hand-tearing from a linerless roll. 

[0005] High -strength linerless nonwoven surgical tape has recently become available to health care professionals 
as precut pads with a non adhesive separation tab positioned along one edge of each layer. Such pads of precut surgi- 
cal tape are available from Minnesota Mining and Manufacturing Company of St. Paul, Minnesota as MEDIPORE™ 

25 dressing covers, A single layer of surgical tape is dispensed from the pad by simply gripping the nonadhesive tab 
attached to the top layer of surgical tape and peeling the top layer from the pad. The surgical tape is then applied to the 
patient and the tab peeled away. MEDIPORE™ dressing covers have significantly improved the ease of dispensing sur- 
gical tape by eliminating the need for scissors and have reduced the amount of waste by significantly reducing the 
amount of release liner required. 

30 [0006] However, despite the advances provided by MEDI PORE™ pre-cut dressing covers, a need still existed for a 
completely linerless and tabless nonwoven surgical tape in roll form which could be dispensed without the need for scis- 
sors or other cutting tools and which tears cleanly and evenly. 

[0007] One approach to providing a tearable nonwoven web is disclosed in United States Patent 4,772,499, which 
suggests applying binder to the nonwoven web in spaced linear bands so that the web can be torn in a linear fashion 
35 along the binder-free bands of web. Unfortunately, the cost of producing such a banded nonwoven web is prohibitive for ' 
many purposes and differences in the surface characteristics of the web as between the binder-free and binder-con- 
taining bands would significantly complicate manufacture of the web and it is perceived that it would detract from the 
performance of the tape. 

[0008] WO 93/15245 discloses an embossed nonwoven tape including both staple and binder fibers. The specific 
40 composition of the tape in combination with the embossed pattern on the tape renders the tape tearable in the cross- 
machine direction along an embossed pattern in the tape. The tearable tapes disclosed by this publication are limited 
to those which include a significant proportion of me It- activated binder fibers. 

[0009] US Patent No. 4,346,700 discloses pressure-sensitive adhesive sheet materials such as tapes and surgical 
drapes that are skin and joint conformable and comprise a backing of a non-woven web consisting essentially of chlo- 
45 rinated polyethylene and a pressure-sensitive adhesive on at least a portion of a surface thereof. The backing can con- 
sist entirely of fibres that are formed by an elastic adhesive material. The backing sheet can be provided with closely 
spaced circutar perforations. In all Examples a liner is provided. 

[001 0] EP-A-0 1 36 1 34 discloses a binding tape having a non woven fibrous backing coated on one surface with a 
pressure-sensitive adhesive. The tape is perforated transversely of its length at closely spaced positions to define short 
so lengths of tape between predetermined lengths of tape. 

[001 1 ] The present invention is characterised by the features of the claims. 

[0012] According to the present invention, there is provided linerless binder-containing nonwoven tape which is 
capable of being dispensed without the need for cutting tools. The roll of tape includes a plurality of longitudinally 
spaced, laterally extending, perforated separation lines defined by a series of about 0.2 to 5 mm perforations separated 
55 by about 0.1 to 1 mm connecting segments of tape where the ratio of perforation length to connecting segment length 
in each separation line is about 1:1 to 1 0:1. 

[0013] The invention is now described in detail in connection with the drawings. 
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Figure 1 is a perspective view of one embodiment of a roll of tape manufactured in accordance with the present 
invention. 

Figure 2 is a top view of the tape of Figure 1 . 

Figure 3 is a top view of a first alternative embodiment for the separation line in the tape of the present invention, 
s Figure 4 is a top view of a second alternative embodiment for the separation line in the tape of the present inven- 
tion. 

Figure 5 is an enlarged cross-sectional side view of the tape of Figure 1 taken along line 5-5. 
Definitions 

10 

[0014] As used herein, including the claims, the term "surgical tape" means a web of nonwoven fabric which is 
coated on a major surface with a skin-compatible pressure sensitive adhesive. 

[0015] As used herein, including the claims, "perforation length" is measured as the distance between longitudinal 
lines passing through the lateral extremities of the two connecting segments bounding the perforation. 
is [0016] As used herein, including the claims, "connecting segment length" means the shortest distance between 
adjacent perforations. 

Nomenclature 



20 [0017] 
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Tape 




11 


Longitudinal Direction of Tape 




12 


Lateral Direction of Tape 


25 


13 


Thickness of Tape 




20 


Nonwoven Web 




30 


Pressure Sensitive Adhesive 




40 


Low Adhesion Backsize 




50 


Separation Line 


30 


60 


Perforations 




60d 


Length of Perforations 




70 


Connecting Segments 




70d 


Length of Connecting Segments 




80 


Individual Sheets of Tape 


35 


100 


Core 



Composition 

[0018] As seen most clearly in Figure 5, the tape 10 of the invention is a binder-containing nonwoven web 20 which 
40 is coated on a first major surface with a pressure sensitive adhesive 30 and on a second major surface with a low adhe- 
sion backsize 40. 

[0019] Tape 10 is rolled onto core 100 (Figure 1) or a strip of consecutive sheets 80 of the desired length. To facil- 
itate dispensing individual sheets of tape 80 from the roll, perforated separation lines 50 extending laterally across the 
tape are uniformly spaced longitudinally along the length of the roll. As seen in Figures 2 and 3, each separation line 
45 50 is defined by a series of perforations 60, each of which has a perforation length 60D between about 0.2 and 5 mm. 
The connecting segments 70 between the perforations 60 are between about 0.1 and 1 mm in length (70D). The ratio 
of the perforation length 60D to the connecting segment length 70D is about 1:1 to 1 0: 1 . 

Nonwoven Web 

50 

[0020] The nonwoven web 20 may be manufactured by any of the well known methods for manufacturing nonwo- 
vens including melt-blowing, spin-bonding, carding, aerodynamic entanglement, etc. A particularly preferred method for 
making a nonwoven web 20 useful in the practice of this invention is by a technique known as hydroentangling. This 
process is described in United States Patent Nos. 3,485,706, 3,486,168, 3, 493,462, 3, 494,821 and 3,508,308. Briefly, 
55 fibers are supported on a perforated plate or similar support screen and traversed with high energy liquid streams so 
as to consolidate the material in a repeating pattern of entangled fiber regions and interconnecting fibers. An alternate 
method of forming a nonwoven web 20 is needle-tacking as described in United States Patent No. 5,016,331 . 
' [0021] The thickness of the nonwoven web 20 is largely dependant upon the intended use of the tape 10. Generally, 
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a thickness of about 0.2 to about 0.6 mm is suitable for most intended uses. For use as a surgical tape 10, a thickness 
of about 0.1 to about 0.4 mm is typically desired. 

[0022] The weight of the nonwoven web 20 is preferably from about 10 g/m 2 to about 100 g/m 2 more preferably 
from about 15 g/m 2 to about 70 g/m 2 , and most preferably from about 20 g/m 2 to about 50 g/m 2 . 

5 [0023] Preferred nonwoven webs 20 include a family of high-strength nonwoven fabrics available from E.I. Dupont 
de Nemuours & Company of Wilmington, Delaware under the trademark SONTARA™ including SONTARA™ 8010, a 
hydroentangled polyester fabric. Other suitable nonwoven webs 20 include a hydroentangled polyester fabric available 
from Veratec, a division of International Paper of Walpole, Massachusetts. This fabric is preferably bonded with HYS- 
TRETCH™ V-43 binder, an eiastomeric terpolymer available from the BF Goodrich Company. 

10 [0024] The nonwoven web 20 must include one of the well known binders for enhancing bonding of the individual 
fibers within the web 20. Selection of a suitable binder (i.e., one which has a suitable affinity for the fibers of the nonwo- 
ven web 20) is well within the judgment of one skilled in the art. Briefly, binders for nonwoven fabrics are typically 
selected from such materials as homopolymer and copolymer latexes of acrylics, butadienes, styrene / butadiene rub- 
ber copolymers, urethanes, vinyl acetates, vinyl acetate / acrylate copolymers, vinyl acetate / ethylene copolymers, pol- 

15 yvinyl alcohols, polyvinyl chlorides, vinyl esters, vinyl ethers, etc. 

[0025] Specific examples of latex binding agents include, RHOPLEX™ E-2559 (an approximately 45% solids acrylic 
latex binder) available from the Rohm & Hass Co. of Philadelphia, Pennsylvania; UNICAL™ 76-4402 (an approximately 
50% solids styrene/butadiene rubber latex) available from the UNICAL Corp. of Charlotte, North Carolina; NATIONAL 
STARCH™ No. 78-6283 (an approximately 45% solids acrylic/vinyl acetate copolymer latex) available from the National 

20 Starch Corp. of Bridgewater, New Jersey; and the KRATON™ family of thermoplastic rubbers available from the Shell 
Oil Company of Oak Brook, Illinois. 

[0026] Additional binders include the various thermoplastic fibers which may be incorporated directly in the nonwo- 
ven web. The nonwoven web 20 is bonded by simply incorporating about 5 to 10 wt% of a compatible thermoplastic 
fiber into the nonwoven web 20 and heating the web 20 above the softening temperature of the thermoplastic fibers so 
25 as to bond the thermoplastic fibers to the staple fibers in the web 20. A compatible thermoplastic fiber is a fiber capable 
of melt-bonding to the other fibers in the web 20 without substantially weakening the web 20. 
[0027] Binder fibers are available in a wide variety of configurations including totally meltable binder fibers, side-by- 
side binder fibers, bicomponent binder fibers, elliptical core-sheath binder fibers, concentric core-sheath binder fibers, 
and combinations thereof. 

30 [0028] Examples of suitable binder fibers include, binder fibers of polyester, polyethylene, polypropylene, polybuty- 
lene, polyamide and combinations thereof. The binder fibers are preferably from about 1 cm to about 20 cm in length 
and display a fineness of from about 0.1 denier to about 20 denier. - 

[0029] Specific examples of suitable core-sheath binder fibers for use in the nonwoven web 20 include, DIAWA™ 
binder fibers (1V& denier by 38 mm crystalline polypropylene core with meltable polyethylene sheath) and MELTY™ 
35 binder fibers (2 denier by 38 mm oriented polyester core with meltable polyester sheath) available from Chori America, 
Inc. of Los Angeles, California; and K-52™ binder fibers (2 denier by 38 mm oriented polyester core with meltable pol- 
yester sheath) and K-54™ binder fibers (2 denier by 38 mm oriented polyester core with meltable polyester sheath) 
available from Hoechst Celanese Corp. of Charlotte, North Carolina. 

[0030] The enhanced fiber bonding achieved with binders tends to stiffen the web 20 and thereby facilitate tearing 
40 of the web 20, improve handleability of the tape 10 during application, and control fraying of the fibers along the tear 
line. However, as understood by those skilled in the art, when intended for use as surgical tape 10, the amount of binder 
employed must be controlled so as to provide the surgical tape 10 with a softness and conformability acceptable to both 
health care professionals and patients. The surgical tape 10 should posses sufficient stiffness to facilitate application of 
the tape 10 while retaining sufficient conformability to be comfortable to the patient and maintain contact with the skin 
45 over prolonged periods of use. 

[0031] Both high-strength and low-strength tapes 10 can benefit by incorporating the separation lines 50 described 
herein. High-strength tapes 10, i.e., those with a tensile strength of greater than about about 1 800 g/cm (10 lbs/inch) 
are difficult to tear and do not generally tear in a linear fashion. Low-strength tapes, i.e., those with a tensile strength of 
less than about about 1 800 g/cm (1 0 lbs/inch) are tearable but do not generally tear evenly and may wrinkle during tear- 
so ing to such an extent that the tape 10 can become adhesively adhered to itself. The perforation of tapes 10 in accord- 
ance with this invention is particularly beneficial when the tape 10 (including the nonwoven web 20, binder, low 
adhesion backsize 40 and adhesive 30) is a high-strength tape 10 having a tensile strength prior to perforation of 
greater than about about 1800 g/cm. (10 lbs/inch). 

55 Adhesive 

[0032] The adhesive 30 is a pressure sensitive adhesive 30 which, in the case of surgical tapes, is physically and 
biologically compatible with human skin. A wide variety of suitable, skin -compatible, pressure sensitive adhesives 30 
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are known to those skilled in the art and include specifically, but not exclusively, acrylic-based adhesives, polyolefin 
adhesives, rubber-based adhesives, tackified styrene block copolymer adhesives, and the like. 
[0033] A preferred pressure sensitive adhesive 30 is any of the copolymers of isooctyl acrylate and acrylic acid or 
acrylamide described in United States Patent No. Re. 24,906. Such adhesives are preferred for use on surgical tapes 
5 since they are relatively nonirritating to the skin. 

Low Adhesion Backsize 

[0034] A layer of low adhesion backsize 40 is preferably applied to the nonwoven web 20. Application of low adhe- 
re sion backsize 40 to the nonwoven web 20 provides a surface with a reduced adhesive affinity for the pressure sensitive 
adhesive 30. Such reduced adhesion facilitates the unwinding of tape 10 from a linerless roil of the tape 10. 
[0035] Materials suitable for use as a low adhesion backsize 40 in this invention, include acrylates, fluorochemicals, 
polyethytenes, silicones, vinyl copolymers and combinations of these compounds. Compounds suitable as a low adhe- 
sion backsize 40 are disclosed in United States Patent No. 4,728,571. A specific example of a suitable low adhesion 
15 backsize 40 is SYL-OFF™, a silicone compound available from Dow Corning Corp. Preferred low adhesion backsize 40 
are the siloxane and acrylate based compounds disclosed in United States Patent No. 4,973,513 issued to Riedel and 
the water-insoluble hydrophobic urethane (carbamate) copolymer of polyvinyl alcohol and octadecyl isocyanate dis- 
closed in United States Patent No. 2,532,01 1 issued to Dahlquist et al. 

20 Separation Lines 

[0036] The relative lengths 60d and 70d of perforations 60 and connecting segments 70 control several fundamen- 
tal properties of tape 10 related to dispensibility and performance. For example, length 70d of the connecting segments 
70 is one factor controlling the tensile strength between individual sheets 80 of tape 10. Separation of sheets 80 
25 becomes difficult when the connecting segments 70 are too long while accidental and unintended separation is likely 
when the connecting segments 70 are too short. 

[0037] The physical dimensions of the perforations 60 and connecting segments 70 defining the separation lines 
50 are important aspects of the invention. An acceptable balance must be achieved between the competing interests 
of adequate tensile strength to prevent premature separation and sufficient reduction in tensile strength to ensure easy 

30 and consistent separation of sheets 80 along a single separation line 50. 

[0038] The parameters of separation lines 50 necessary to define performance are perforation length 60d, connect- 
ing segment length 70d and the ratio of perforation length 60d to connecting segment length 70d. Acceptable values 
for achieving proper performance of the perforated tape 10 of this invention are set forth below in Table One. The inter- 
dependence of these variables and the cooperational manner in which they effect and influence performance of the 

35 tape 1 0 requires that they be considered together. 



Table One 



Variable 


Acceptable 


Preferred 


Highest Performance 


Perforation Length (mm) 

Connecting Segment Length (mm) 

Ratio Perforation Length -to-Connecting Segment Length 


0.2-5.0 
0.1 -1.0 
1:1 to 10:1 


0.5 - 3.0 
0.2 - 0.8 
2:1 to 8:1 


1 .0 - 2.0 
. 0.3 - 0.6 
3:1 to 6:1 



45 

[0039] The tensile strength of the perforated section of tape 10 in the longitudinal direction 11 (Figure 2) measured 
in accordance with the protocol set forth herein, is desirably from about 400 to about 3000 grams/cm width, preferably 
from about 600 to about 2000 grams/cm width, and most preferably from about 800 to about 1 700 grams/cm width, A 
longitudinal tensile strength of less than about 400 grams/cm width tends to result in premature separation of the sheets 
so 80 while a longitudinal tensile of greater than about 3000 grams/cm width tends to require excessive force and thereby 
hinder separation of the sheets 80. 

[0040] A secondary consideration is the shape of the perforations 60 and connecting segments 70. Shape is des- 
ignated a secondary consideration because, while relevant to dispensibility and performance of the tape 10, its impact 
is not as critical as the primary considerations of perforation length 60d, connecting segment length 70d and ratio of 
55 perforation length 60d to connecting garment length 70d. The perforations 60 may be shaped in accordance with any 
of the accepted perforation patterns including linear, angled, Y-shaped, V-shaped, dual-angled offset, sinusoidal, etc. 
When angled, the perforations 60 are preferably angled about 30 to 60° from the lateral axis 12 of the tape 10. The pre- 
ferred shape, based upon ease of manufacture and minimization of fraying along the torn edge, is a simple linear pat- 
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tern extending laterally across the tape 10 as shown in Figure 2. 

[0041] Similarly, the longitudinal distance between the separation lines 50 must be selected so as to balance the 
competing interests of permitting substantially any length of tape 10 to be created (more separation lines 50) and limit- 
ing the accidental and unintended separation of the tape 10 along a separation line 50 during dispensing, application 
5 or use (fewer separation lines 50). Generally, a longitudinal spacing of about 1 to about 20 cm, preferably about 2 to 
about 10 cm provides an acceptable balance between these competing interests. 

Method of Manufacture 

10 Application of Binder 

[0042] The binder may be applied after formation of the nonwoven web 20 by any of the conventional water or sol- 
vent-based coating techniques including air knife, trailing blade, direct and offset gravure, Meyer bar, wire-wound rod, 
reverse roll, roll coating, print bond and spray coating. Where the binder is a thermoplastic fiber, the fiber is simply dis- 
is persed into the fiber matrix prior to formation of the web 20 and then melted. 

Application of Low Adhesion Backsize 

[0043] Similarly, the low adhesion backsize 40 may be applied by any of the conventional coating techniques dis- 
20 cussed in connection with the application of a binder. 

[0044] A dried coating weight of about 0.1 to about 0.4 mg/cm 2 is preferred for the low adhesion backsize and about 
0.2 to 0.8 mg/cm 2 for the binder. 

[0045] The binder and the low adhesion backsize 40 may optionally be mixed together and simultaneously coated 
onto the nonwoven web 20 in accordance with the procedure outlined in the Examples section of this disclosure and 
25 disclosed in United States Patent No. 4,967,740. 

Application of Adhesive 

[0046] The pressure sensitive adhesive 30 may be applied to the nonwoven web 20 by any of the well known tech- 
30 niques for coating pressure sensitive adhesives such as dispersion coating, solution coating and hot melt application. ' 
A convenient method of coating the nonwoven web 20 with the pressure sensitive adhesive 30 is disclosed in United . 
States Patent No. 3,121 ,021 . Briefly, a pressure sensitive adhesive 30 is coated on a smooth release liner. The release - 
liner carrying the adhesive film is then laminated to the nonwoven web 20, the release liner peeled away, and the liner- 
less tape 10 wound into a "jumbo 0 roil. 
35 [0047] Alternatively, the adhesive 30 may be applied by such conventional coating techniques as air knife, trailing 
blade, direct and offset gravure, wire-wound rod, reverse roll, print bond, spray coating, etc. 

Perforating 

40 [0048] The separation lines 50 are conveniently created with a rotary die having a serrated perforator blade(s) posi- 
tioned along the periphery of the die so as to perforate the tape 10 at the desired intervals. Other perforation methods 
known in the art, e.g., laser perforation, may also be used. 

[0049] The separation fines 50 will generally be invisible to the user during both dispensing and use. Dependent 
upon consumer preference, the separation lines 50 may optionally be marked, such as with a compatible pigment at the 
45 point of perforation, or otherwise distinguished, so that the user dispensing the tape 1 0 can see the separation lines 50. 

Converting 

[0050] The "jumbo" rolls of tape 10 are converted into multiple rolls of commercially sized tape 10 by conventional 
so converting techniques including unwinding, longitudinally slitting, rewinding, and laterally cutting. 

Method of Use 

[0051] The tape 10 is dispensed by simply gripping the free end of the tape, unrolling the desired length, and then 
55 tearing the tape along a separation line 50. When separating the desired length of tape from the roil, it is generally 
desired to grip the sheet 80 of tape 10 closest to the roll to prevent other separation lines 50 from tearing. 
[0052] Utility of the tape disclosed and claimed herein is not limited to uses involving contact to human skin. 
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EXPERIMENTAL 
Protocols 

5 Tensile Strength. 
% Elongation 

Thwing-Albert 

w [0053] Testing is conducted upon a THWING-ALBERT INTELECT™ II (Model No. 1450-42-C) constant rate of 
extension tensile tester equipped with clamp-type jaws manufactured by the Thwing-Albert Instrument Company of 
Philadelphia, Pennsylvania. 

[0054] Rectangular test samples of 1° x 9° are cut from a roll of the tape to be tested. The long dimension is cut in 
the direction (machine or cross -machine) to be tested. The ends of the test samples are folded adhesive-to-adhesive 

rs to form a two inch nonadhesive tab at each end. The nonadhesive tabs prevent the sample from being pulled out of the 
jaws, reduce premature jaw breaks, and prevent the sample from leaving an adhesive residue on the jaws. The samples 
are associated within the jaws of the Thwing-Albert tester and the tester set at a crosshead speed of 12.7 cm/min (5 
inches per minute), a chart speed of 25.4 cm/min (10 inches per minute) and a gauge length of 12.7 cm (5 inches). The 
chart recorder is set at 2.54 mm (0.1 inch) per chart division in the cross direction and 5.08 mm (0.2 inch) per chart 

20 division in the machine direction. The machine is activated and the sample pulled apart until the force required to pull 
the sample decreases. 

[0055] Tensile strength is calculated in accordance with the equation set forth below where "Pen Height max " is the 
number of small divisions in the cross direction reached by the pen in its maximum travel across the chart. 

25 Tensile Strength = (Load Range)(Pen H eight max )/( 100) 

[0056] Elongation is calculated in accordance with the equation set forth below where "Pen Distance^" is the 
number of small divisions reached by the pen in the machine direction from initiation of pen deflection to sample break. 

30 

(20) (Pen Distance^) (Crcsshead Speed) 

% Elongation = 

1 (Gauge Length) (Chart Speed) 



40 Tear Strength 

Falling Pendulum Elmendorf Apparatus 

[0057] Testing is conducted upon a THWING-ALBERT Model #60 ELMENDORF type falling pendulum tear tester. 
45 The samples to be tested are conditioned in accordance with ASTM D 1776 and tested according to ASTM D 1424. 

[0058] Test samples are cut with a 63 x 100 mm (2.5" x 4°) cutting die. The samples are clamped into position in 

the ELMENDORF apparatus and a 20 mm long linear slit cut into the side of the sample fabric leaving a 43 mm long 

testing width. The capacity of the ELMENDORF apparatus is selected to effect a desired tear in the sample at a loading 

of between 20% and 60% of the scale value. 
so [0059] The test is conducted on a set of five samples cut in the machine direction (long dimension parallel to the 

machine direction). The results are averaged. Test values are discarded when the sample slips from the jaws or the tear 

deviates more than 6 mm (0.24 inches) from the projection of the original slit. 

[0060] Tear Strength (Tear CD ) is calculated by multiplying the average test value by the appropriate factor found 
in ASTM 1 424; ANNEX A 1 .4; Table A1 . 

55 

Test Samples 

[0061] A fabric backing of SONTARA™ 8010 was laminated with light pressure to a coating of pressure sensitive 
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adhesive containing 90-96 wt% solids. This adhesive was coated on the surface of a silicone release -coated carrier. 
The pressure sensitive adhesive was a copolymer of 97/3 weight ratio of iso-octyl acrylate and acrylamide. An adhesive 
of this type is described in U.S. Patent No. RE 24,906, Example 6. 

[0062] The carrier/adhesive backing laminate was dipped at a constant feed rate into a trough containing one part 
5 low adhesion backsize and one part of binder. 

[0063] The low adhesion backsize used was a 5% solution of polyvinyl N-octadecyl carbamate in toluene and 
xylene • ratio 90/10 by weight. This type of low adhesion backsize is described in column 9 of U.S. Patent No. 
2,532,011. 

[0064] The binder used was a 10% by weight solution of KRATON™ 1101, a thermoplastic rubber obtained from 
w Shell Oil Company of Oak Brook, Illinois, in toluene. 

[0065] Additional description of the formulation and coating of combined low adhesion backsize and binder is found 
in U.S. Patent No. 4,967,740. 

[0066] Following the binder/low adhesion backsize coating step, the wet tape construction passed through a two- 
stage drying oven. The first stage was at 100°C for about 30 seconds and the second stage was at 135°C for about 2.5 
75 minutes. 

[0067] The dried tape was removed from the silicone release coated carrier and was wound onto a spool to form a 
"jumbo'' roll of adhesive tape. 

[0068] The tape was then laterally perforated with a rotary die to form separation lines with linear perforations. The 
separation lines were two inches apart and had perforation lengths, connecting segment lengths, and a ratio of perfo- 
20 ration to connecting segment lengths as specified in Table Two. The perforated tape was then tested for Average Cross 
Direction Tear Strength (Tear^), Average Machine Direction Tensile Strength {T MD ) and Average Machine Direction 
Elongation (E M q) with the results set forth in Table Two. 

Hand Tear Test 

25 

[0069] Perforated tape sample rolls of various perforation patterns were evaluated by a panel of eight people. Eval- 
uation criteria included ease of tear, appearance of torn area, and perceived tape tensile strength. Acceptable and pre- 
ferred performance were noted for samples #4, 7, 9, and 1 0 as indicated In Table 2. 

30 

TABLE TWO 



Sample # 


Separation Lines 


Perforated Tape Test Results 




Cut Length in 
CM. 


Uncut Length 
in CM. 


Cut to Uncut 
Ratio 


Hand Tear 
Test 


Tear Force 
Tear CD (in 
grams) 


Tensile; T^d 
(in GMS/CM) 


1 


0.54 


0.25 


2.1 : 1 




691.4 


2824 


2 


0.39 


0.41 


0.95 : 1 




1394.9 


3056 


3 


0.94 


0.25 


3.8:5 




847.9 


1198 


4 


0.78 


0.41 


1.9: 1 


Acceptable 


418.8 


1698 


5 


0.68 


0.51 


1.3: 1 




838.5 


2306 


6 


1.33 


0.25 


5.3: 1 




297.6 


840 


7 


1.18 


0.41 


2.9: 1 


Acceptable 


521.2 


1162 


8 


1.08 


0.51 


2.1 : 1 




694.1 


2627 


9 


1.58 


0.41 


3.9: 1 


Preferred 


393.9 


1001 


10 


1.48 


0.51 


2.9: 1 


Acceptable 


492.8 


1573 


Control 
(Unperfect) 










1775.9 


3485 



55 Claims 

1. A roll of adhesive tape comprising a binder-containing nonwoven web having a longitudinal axis and a lateral axis 
which is coated on a major surface with a pressure sensitive adhesive which web is resistant to tearing by hand and 
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which is iinerless; the adhesively-coated web having a plurality of longitudinally spaced, laterally extending, perfo- 
rated separation fines defined by a series of about 0.2 to 5 mm perforations separated by about 0.1 to 1 mm con- 
necting segments of tape and a ratio of perforation length to connecting segment length of about 1:1 to 10:1 
wherein the shape of the perforations is linear, angled, Y-shaped, V-shaped, dual-angied offset or sinusoidal, and 
5 wherein the perforated tape has a tensile strength of at least about 400 grams per -centimeter width and not more 
than about 3000 grams per centimeter width. 

2. The roil of tape of claim 1 further comprising a low adhesion backsize. 

io 3. The roll of tape of claim 1 wherein the nonwoven web is hydroentangled. 

4. The roll of tape of claim 1 wherein the nonwoven web is comprised of polyester fibers. 

5. The roll of tape of claim 1 wherein the perforated separation lines are about uniformly spaced. 

75 

6. The roll of tape of claim 1 wherein the perforated separation lines are uniformly longitudinally spaced about 1 to 20 
cm apart to define individually separable sheets of roll of tape having identical longitudinal lengths. 

7. The roll of tape of claim 1 wherein the perforated separation lines are uniformly longitudinally spaced about 2 to 1 0 
20 cm apart to define individually separable sheets of tape having identical longitudinal lengths. 

8. The roll of tape of claim 1 wherein the perforated separation lines are defined by perforations which are about 0.5 
to 3 mm long, connecting segments which are about 0.2 to 0.8 mm long, and a ratio of perforation length to con- 
necting segment length of about 2:1 to 8:1 . 

25 

9. The roll of tape of claim 1 wherein the perforated separation lines are defined by perforations which are about 1 to 
2 mm long, connecting segments which are about 0.3 to 0.6 mm long, and a ratio of perforation length to connect- 
ing segment length of about 3:1 to 6:1 . 

30 10. The roll of tape of claim 1 wherein the perforations are linear perforations which extend at an angle of about 30° to 
60° from the lateral axis of the tape. 

11. The roil of tape of claim 1 wherein the perforations in each separation line have a uniform length. 

35 12. The roll of tape of claim 9 wherein the perforations in each separation line have a uniform shape. 

13. The roll of tape of any of claims 1 to 12 wherein the tape is surgical tape comprising a core and length of tape 
wound around the core; wherein the nonwoven web is a nonwoven fabric and the pressure major surface with sen- 
sitive adhesive is a skin compatible pressure sensitive adhesive. 

40 

14. A method of dispensing tape from a roll of tape according to any of claims 1 to 13, said method comprising the 
steps of: 

(a) unwinding a length of said tape from a wound core of the tape, and 
45 (b) laterally tearing the tape along a separation line to detach a length of tape from the tape remaining on the 

core. 

Patentanspruche 

so 1. Haftbandrolle.mit einer bindemittelhaltigen Vliesbahn mit einer L&ngsachse und einer Querachse, die auf einer 
Hauptflache mit einem Haftkleber beschichtet ist, wobei die Bahn gegen manuelles ReifBen bestandig und deck- 
schtchtlos ist; wobei die haftbeschichtete Bahn mehrere langsbeabstandete, sich quer erstreckende, perforierte 
Trenniinien aufweist, die durch eine Serie von etwa 0,2 bis 5 mm groBe Perforationen, die durch etwa 0,1 bis 1 mm 
groGe Bandverbindungssegmente getrennt sind, und ein Verh&ltnis zwischen PerforationslaYige und Verbindungs- 

55 segmentl§nge von etwa 1:1 bis 1 0:1 definiert sind, wobei die Form der Perforationen linear, winklig, Y-fc-rmig, V-f6r- 
mig, doppelwinklig versetzt Oder sinusfSrmig ist und wobei das perforierte Band eine Zugfestigkeit von mindestens 
etwa 400 g/cm Breite und nicht mehr als etwa 3000 g/cm Breite hat. 



9 



EP 0 716 586 B1 



2. Bandrolle nach Anspruch 1 , ferner mit einer haftschwachen Rflckseite. 

3. Bandrolle nach Anspruch 1 , wobei die Vliesbahn wasserstrahlverfestigt ist 
5 4. Bandrolle nach Anspruch 1 , wobei die Vliesbahn Polyesterfasern aufweist. 

5. Bandrolle nach Anspruch 1 , wobei die perforierten Trennlinien etwa gleichm§Big beabstandet sind. 

6. Bandrolle nach Anspruch 1 , wobei die perforierten Trennlinien um etwa 1 bis 20 cm gleichmafiig langs beabstandet 
10 sind, um einzeln trennbare Bahnen der Bandrolle mit identischen Langslangen zu definieren. 

7. Bandrolle nach Anspruch 1 , wobei die perforierten Trennlinien um etwa 2 bis 1 0 cm gleichm&f3ig langs beabstandet 
sind, um einzeln trennbare Bahnen des Bandes mit identischen LSngslSngen zu definieren. 

75 8. Bandrolle nach Anspruch 1, wobei die perforierten Trennlinien durch Perforation en, die etwa 0,5 bis 3 mm lang 
sind, Verbindungssegmente, die etwa 0,2 bis 0,8 mm lang sind, und ein Verhaltnis zwischen Perforationslange und 
Verbindungssegmentlange von etwa 2:1 bis 8:1 definiert sind. 

9. Bandrolle nach Anspruch 1 , wobei die perforierten Trennlinien durch Perforationen, die etwa 1 bis 2 mm lang sind, 
20 Verbindungssegmente, die etwa 0,3 bis 0,6 mm lang sind, und ein Verhaltnis zwischen Perforationslange und Ver- 
bindungssegmentlange von etwa 3:1 bis 6:1 definiert sind. 

10. Bandrolle nach Anspruch 1, wobei die Perforationen lineare Perforationen sind, die sich in einem Winkel von etwa 
30° bis 60° von der Querachse des Bandes erstrecken. 

25 

11. Bandrolle nach Anspruch 1, wobei die Perforationen in jederTrennlinie eine gleichmaBige Lange haben. 

12. Bandrolle nach Anspruch 9, wobei die Perforationen in jederTrennlinie eine gleichmaBige Form haben. 

30 13. Bandrolle nach einem der Anspruche 1 bis 12, wobei das Band ein chirurgisches Band mit einem Kern und einer 
um den Kern gewickelten Bandlange ist; wobei die Vliesbahn ein Vlies stoff und der Haftkleber ein hautvertrigli- 
cher Haftkleber ist. 

14. Verfahren zum Abnehmen eines Bandes von einer Bandrolle nach einem der Anspruche 1 bis 13, wobei das Ver- 
35 fahren die Schritte aufweist 

(a) Abwickeln einer LSnge des Bandes von einem gewickelten Kern des Bandes und 

(b) QuerreiGen des Bandes entlang einer Trennlinie, um eine Bandlange vorn Band, das auf dem Kern ver- 
bleibt, abzutrennen. t 

40 

Revendications 

1 . Rouleau de bande adhesive comportant un materiau continu non tissS qui contient un liant, presente un axe longi- 
tudinal et un axe lateral et qui est rev§tu, sur une surface principale, d'un adhesif sensible a la pression, matenau 

45 continu qui est resistant a un dechirement a la main et qui est sans couche de protection ; le materiau continu, 
reyetu d'adhesif, presentant une plurality de lignes de separation perforees, espacees longitudinalement, s'eten- 
dant lateralement, deTinies par une serie de perforations d'environ 0,2 a 5mm separ^es par des segments de 
bande de connexion d'environ 0,1 a 1 mm et par un rapport entre longueur de la perforation et longueur du segment 
de connexion d'environ 1 :1 a 10 :1, dans lequel ta forme des perforations est lineaire, jnclinee, en forme de Y, en 

so forme de V, en chevrons, ctecalee ou sinusoTdale, et dans lequel la bande perforee presente une resistance a la 
traction d'au moins environ 400 grammes par centimetre de largeur et non superieure a environ 3000 grammes par 
centimetre de largeur. 

2. Le rouleau de bande de la revendication 1, comportant en outre un support a faible adherence. 

55 

3. Le rouleau de bande de la revendication 1 , dans lequel le materiau continu non tisse est un materiau emmele dans 
I'eau. 
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4. Le rouleau de bande de la revendicatlon 1 , dans iequel le materiau contlnu non tisse est constitue de fibres de poly- 
ester. 

5. Le rouleau de bande de la revendication 1, dans Iequel les lignes de separation performs sont a peu pres unifor- 
mement espacSes. 

6. Le rouleau de bande de la revendication 1 , dans Iequel les lignes de separation performs sont uniformement espa- 
c6es longitudinalement d'environ 1 a 20 cm Tune de Pautre pour d§finir des portions individuellement sparables 
du rouleau de bande presentant des longueurs iongitudinales identiques. 

7. Le rouleau de bande de la revendication 1 , dans Iequel les lignes de separation performs sont uniformement espa- 
cees longitudinalement d'environ 2 a 10 cm I'une de I'autre pour definir des portions de bande individuellement 
sSparabies presentant des longueurs longidunales identlques. 

75 8. Le rouleau de bande de la revendication 1 , dans Iequel les lignes de separation perforees sont denies par des per- 
forations qui ont environ 0,5 a 3mm de long, des segments de connexion qui ont environ 0,2 a 0,8 mm de long et 
un rapport entre longueur de perforation et longueur de segment de connexion d'environ 2:1 6 8:1. 

9. Le rouleau de bande de la revendication 1 , dans Iequel les lignes de separation performs sont definies par des per- 
20 forations qui ont environ 1 a 2mm de long, des segments de connexion qui ont environ 0,3 a 0,6 mm de long et un 

rapport entre longueur de perforation et longueur de segment de connexion d'environ 3 :1 a 6 :1 . 

10. Le rouleau de bande de la revendication 1, dans Iequel les perforations sont des perforations linSaires qui s'eten- 
dent sous un angle d'environ 30° a 60° avec I'axe lateral de la bande. 

25 

11. Le rouleau de bande de la revendication 1, dans Iequel les perforations dans chaque ligne de separation ont une 
longueur uniforme. 

12. Le rouleau de bande de la revendication 9, dans Iequel les perforations dans chaque ligne de separation ont une 
30 forme uniforme. 

13. Le rouleau de bande de I'une quelconque des revendications 1 a 12 dans Iequel la bande est une bande chirurgi- 
cale comportant un bobineau et une longueur de bande bobinSe autour du bobineau, dans Iequel le materiau con- 
tinu non tisse est un tissu non tisse et I'adhesif sensible a la pression est un adhesif sensible a la press ion, 

35 compatible avec la peau. 

14. M&hode de distribution d'une bande a partir d'un rouleau de bande conforme a I'une quelconque des revendica- 
tions 1 a 13, ladite m^thode comportant les etapes consistant a : 

40 (a) derouler d'un bobineau de la bande, bobin£, une longueur de ladite bande et 

(b) d^chirer lateralement la bande le long d'une ligne de separation pour separer une longueur de bande 
d'avec la bande restant sur le bobineau 
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Fig. 3 
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